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I, George HiaiBEUT Pi/ExcaEaj a 
BrLtisk subject, of 8, CKorley Drive, Ful- 
wood, in the City of Sheffield, 10, do 
hereby declare the) nature of thia in- 
Q vention to be as follows: — • 

This imrention relates to table and like 
cutlejy of steel or non ferrous material 
and hag for its object the provision of a 
method of producing such articles which 
win facilitate and cheapen production 
whilst in no way reducing the quality of 
the finished article. 

In the usual method of manufacture of 
such articles which necessitates a con- 
16 siderable number of processes, the blade 
or the like, bolster and tang are^ forged 
from one piece of ^netal approxiinately 
equal in thickness ta the bolster which is 
first of all pressed or forced from, the 
metal, the blade then being swaged t^o 
the approximate thiclmess and roughly 
shaped and the tang being hanunered to 
its final dimensions. 

According to the present invention a 
method of producing table or like cutlery 
compirises the steps of forming ihe bol- 
ster, blade and tang, individually from 
separate pieces of metal or forming the 
holsteir and iang in one piece and the 
blade separately, uniting the finiBhed or 
partly finishod parts together by the 
fuRion of metal and . completing the 
article by the usual processes of errinding 
and polishing and applying the handle 

The invention also comprises an aTftcle 
of table and like cutlery in which the bol- 
ster, blade and tang are individually 
formed from separate pieces o£ metal or 
the bolster and tang formed from one 
piece and the Wad© from another and 
then united in the finished or partly 
finished state, by the fusion of metal, the 
article then being completed by l^he usual 
processes of grinding and polishing and 
45 by the affixing of a handle to the tang. 
In carrying out the inyentign,. ais 
applied to a table or like knife compris- 
ing blade, bolster, tang and handle, the 
blade, bolster and tang are. formed ii»cli- 
60 vidually from separate pieces . of ^.mefal 
which niav be of the sam^^ . or . different 
material or composition. Thus "^he blade 
may be made of a steel which will provide 
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the best cutting edge whilst the bolster 
may be of a metal not having the same 5.5 
hardming qualities and the tang may be 
of ordinary carbon steel. 

Alternatively the bolster and tang may 
be formed in one from one piece m 
mdtal and the blade from another. The 60 
blade is preferably formed from sheet or 
atrip material having a tapered cross- 
section and for convenience in rolling the 
strip may be approximately double the 
width of a finished blade, a. shallow V- 65 
groove being formed longitudinally down 
the centre of the strip on one or both 
sides so that two parallel blade blanks can 
be stamped from the strip. If a wider 
sheet bo provided a plurality of parallel 70 
shallow grooves may be formed therein to 
provide a greater number of blade blanks. 

The bolster is forged or pressed as above 
described from a separate piece of metal 
and preferably includes a very short por- 76 
tion of blade to which the main part of 
the blade is^ welded. 

The tang is formed from roujid or other 
cross-section bar, from which it is cut off 
m suitable lengths. Any suitable pro- 80 
jections or depressions, may be formed on 
the bar prior to or after cutting to length 
to provide keying means co-operating with 
the handle. 

The blade bolster and tang blanks are 85 
then electrically welded together, prefer- 
ably by the process known as flash butt 
welding. Thus in the case of welding 
the bolster to the blade the bolster is con- 
nected to one terminal of the supply 90 
generafbr, transformer or battery and the 
blade connected to the other terminal.- 
The blade and bolster are then brought 
into abutment along the edges to be 
"welded together under some mechanical 95 
pressure. The contact resistance causes 
the metal at the point of contact to melt 
and under pressure the two psirts (bolster 
and blade) are forced together, . when the 
current is automatically interrupted re- 10.0 
suiting in. a conipleie fxiaion of met^l of 
the blade, and bolster. 

The te.nff is similarlv welded to the 
other side of the bolstp-r. 

Alternatively, the blade, bolster and 105 
tang itiay be welded in one operation* 
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either by coxtnecting the two jimotions, 
i.e. the blade bolster and tang £n series/ 
or connecting an intemiedia;te tapping of 
a transformer to the bolster, the two outer 
5 terminals of the transformer being con- 
nected to the tang and' blade respedively, 
ensuring the independencei olthe two cir- 
cuits. 

It will be appreciated that the process 
10 above described may be. applied equally 
well to non-ferrous materials, although in 
non-ferrous alloys it may te f otind prefer- 



able to adopt the process known as electric 
brazing in which ease a strip of brazing 
material is inserted between the parts to 15 
be brazed together, this brazing matCTial 
being melted by the resistance offered to 
the passage of current and thus brazing 
the parts togather« 

Dated this 4ih day of Aufrust, 1944. 
B. P. DRITRY & SONS, 
Ag-ents for Applicant, 
24, Norfolk Row^ Sheffield, 1. 



COMPLETE SPEOlFIGATIOISr 
Improvements in and relating to Table and like Cutlery 



20 I, Geoilgb BQerbbrt S^etohbil, * a 
British subject, of 8, Chorley Drive, Pul- 
wood, in the City of Sheffield, 10, do 
hereby declare the nature of this in- 
-^ention, and in what manner the same is 

25 to be pei-formed, to b© particularly de- 
scribed and ascertained in and.by the fol- 
lowing* statement : — ^ * 

This invention relates to table and lite 
cutlery of steel or non ferrous material 

30 and has for its object the provision, of a 
method of producing sueh articles which 
will- facilitate and cheapen production 
.whilst in no way reducing the quality o£ 
the finished article. 

35 In the usual method of nianufacture of 
such articles which • necessitates a con- 
siderable number of processes', the* blade 
or- the like, bolster "and tang are forged 
froin one piece of metal approximately 

40 equal in thickness to the bolster which is 
first of all pressed or - forged from ' the 
metal the blade then being swaged ta the 
approximate- thickness and - " roughly 
paped and the ^ng being hammered to 

.45 its final dimensions. It' has; howevc'r, 
been proposed to produce cutlery by weld- 
ing" together a separately formed blade, 
bolster -and taag, or an integral hlade and 
tang to a sei)arate bolster: 

60 ' According to the present invention a 
method of producing table or like cutlery 
comprises the steps of forming the bol- 
sters blade and tang, individually from 
separate pieces of metal or forming th^ 

155 bolster and tang in one piece and the 
blade separately, the blade being formed 
from strip or sheet material in such a 
way that the blade blank is tapered 
transversely and if desired longifadin- 

60 a Uv, uniting ' the finished ot partly 
finished parts tost'ether by the fusion of 
metal and completinsc 'the ar^^cle bv the 
usual processes of krindihg and polislmxg 
and ap^p^lyins" the handle.* 
' 65 " The iuventiori also cbmpxi&es an article 
of -table and like cutlery in " which tbe 



bolster, blade and tang are individually 
formed" from separate pieces of inetal or 
the bolster and tang Soymed from onei 
piece and the blade from another, the 70 
blade being formed from stxip Or sheet 
material in such a way that the blade 
blank is tapered transversely and if de- 
sired longitudinally, and then' United in 
the finished- or partly finished state, by 76 
the fusion of met«il, the article then 
being completed' by the usual processes of 
grinding and polishing and by the affix- 
ing of a handle to the tang. 

In carrying out the invention, as 80 
applied to a table or like knife compris- 
ing blade, bolster, tang and handle, ike 
blade, bolster and tang 'are formed indi- 
viduatlly from separate pieces of metal 
•which may be of the same or different 85 
inaterial or'composificm. Thxis the blade 
may be 'made of 'a steel which 'will pro- 
vide the best cui;ting edge "whilst the 
bolsirer maybe of a metal nofrhaviiig the 
same hardening qualities and the tang 90 
may be of drdmary carbon steel*. 
■ "Alternatively the bol&ter and tang 
mdy be formed in one from one piece of 
metal and the blade from another. The 
blade is formed from sheet or strip 95 
material having a tapered cross-section 
and for convenience in rolling the strip 
may be approxitoately double the width 
of a finished blade, a shallow V-groove 
beinw formed langitudinally down tho iQO 
centre of the strip on oiie or both sides so 
that two parallel blade blanks can " be 
stamped from" the strip. If a wider sheet 
be provide a plxirality of parallel shal- 
low grooves may be "formed therein to pro- 105 
vide a greater number of blade blanks. 
If desired the blades m^y be cut diagon- 
ally fifom the tapered strip *or- 'sheet in 
sUch a wav that the metal forming' the 
bLide would be tapered from end to eiid 110 
and also from ba^k to front, 'that is' both 
loneitudinally and transversely. ' " 
' The bolster id forged or pressed as above 
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described from a separate piec& of metal 
and preferably includes a veiy skort por- 
tion of blade to wbicli tbe main part of 
tlxB blade is welded. 
5 Tlie tan^ is^ formed from round or 
other cross-section bar, from wbich it is 
cut off in suitable len^bs. Any suitable 
projections or depressions may be formed 
on tlie bar prior to or after cutting to 

10 lengiii to provide. keying- means co-^aperat- 
in^ with the handle. 

The blade bolster and tang blanks are 
then electrically welded together, prefer- 
ably by the process known as flash butt 

15 welding. Thus in the case of welding the 
bolster to the blade the bolster is con- 
nected to one terminal of the supply 
generator, transformer or battery and the 
blade connected to the other terminal. 

20 The blade and bolster are then brought 
into abutment along the edges to be 
welded together under some mechanical 
pressure. The contact resistance causes 
the metal at the point of contact to melt 

25 and under pressure the fcwo parts (bolster 
and blade) are forced together, when the 
currant ia automatically interrupted re- 
sulting in a complete fusion of metal of 
the blade and bolster. 

3ft The tang is similarly welded to the 
other side of the bolster. 

Alternatively, the blade, bolster and 
tang may be welded in one operation, 
either by coainecting the two junctioAS, 

35 i.e. the blade bolster and tang in seriesj 
or connecting an intermediate tapping of 
a transformer to the bolster, the two outer 
terminals of the transformer being con- 
nected to the tang and blade respectively, 

4Q ensuring the independence of the jtwo cir- 
cuits. 

It will be appreciated that the process 
above described may be applied equally 
well to non-ferrous materialsi although in 

45 non-ferrous alloys it may be found pre« 
ferable to adopt the process known as 
electric brazing in which case a strip of 
brazing material is inserted between the 
parts to be brazed together, this brazing 

50 material being melted by the resistance 
offeTed to the passage of current and thus 
brazing the parts together. 

Having now particularly described and 
ascp-rtained the nature oi my said in- 

55 rention and in what manner the same ia 
to be performed, I declare that what I- 
claim iar: — 

1. A method of producing table or 
like cutlery comprising the steps of form- 

60 iuff the bolster, blade and tang indi- 
vidually from separate pieces of metal 



or forming the bolster and tang in. on.e 
piece and the blade separately, the blade 
being formed from strip or sheet material 
in such a way that the blade blank is 66 
tapered transversely and if desired 
longitudinally, uniting the finished parts 
or partly finished parts together by the 
fusion of metal and completing the ar- 
ticle by the usual processes of grinding 70. 
and polishing and applying the handle. 

2. A method of producing table or 
like cutlery according to Claim 1 in which 
the component parts of the article are 
each of different metals or alloys* 76 

3. A method of producing table or like 
cutlery according to Claim 1 in which 
the component parts are welded together 
by electric resistance or flash butt weld- 
ing. 80 

4. A method of producing table or 
like cutlery according to Claim 1 in which 
the component parts are united together 
by dectric brazing, brazing material 
being inteiposed beWeen the parts for 85 
this purpose. 

5. A methotl of producing table or like 
cutlery according to Claim 1 in which the 
blade is formed from sheet material hav- 
ing one or more shallow V-grooves formed 90 
therein from which a number of blade 
blanks each having a tapered cross sec- 
tion are cut or stamped. 

6. A method of * producing table or 
like cutlery according to Claim 5 in 95 
which the blanks are .cut or stamped 
diagonally from the strip or sheet so as 

to produce a blank tapered bo.th longita- 
diaially and transversely. 

7. An article of table or- like cutlery 100 
in which the bolster, blade and tduxg are 
individually formed from separate pieces 

of . material or the bolster and tang 
formed in one piece and the blade from 
another, the blade ^ being formed from 1Q5 
strip or sheet material in such a way that 
the blade blank is tapered transversely 
and if desired longitudinally and then 
united in the finished or partly finished 
state hy^ the fusion of metal, the article HQ 
then being completed by the usual pro- 
cesses of grinding and polishing and the 
affixing of a handle to the tang. 

8. A method of producing table or 
like cutlery and the article produced Ho 
thereby substantially as hereinbefore de- 
scribed. 

Dated this 31st day of July, 1945. 
R. F. DRTJRT &^SONS, 
Agents for Applicant, 
.24, Norfolk Row, Shield, 1. 
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